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Thread Milling. This is a method of machining screw threads which
is alternative to the use of a single-point tool, a die-head, or a tap. There
are two distinct types of thread milling process, one of which is used for
long external threads, usually of acme thread form, such as lead-screws
for machines, and the other for the short, Vee-form, external, or internal
threads used to enable one piece to be secured to another. The first
type of machine somewhat resembles a lathe in which the saddle is
replaced by a cutter head. The cutter, which is usually situated at the
rear of the work, is a form cutter and the spindle head that carries it can
be swivelled about a hori2ontal axis perpendicular to that of the work, so
that the plane of the cutter can be made tangential to the helix of the
thread being cut. The motion of the cutter head saddle is controlled by
a lead-screw which is geared to the headstock spindle and thus to the
work. The speed of rotation of the work is, of course, quite low since
this motion provides the feed and determines the thickness of the chips
removed by the cutter teeth. The work spindle is usually provided with
an indexing device to facilitate the machining of multi-start threads.
The axial motion is sometimes given to the work table and work
instead of to the cutter head, the only motion of the latter being then its
transverse motion to adjust the depth of cut.

The second type of thread milling machine uses a multi-ribbed cutter
which is usually as long as, or longer than, the thread being milled. The
cutter resembles a hob (see p. 261) except that its ribs are not helical
The cutter is usually fed in or out radially towards the work, the work
is rotated slowly, and either the cutter or the work is moved axially in
synchronism with the rotation of the work. Generally the work rotates
only a little more than one revolution and the axial motion is therefore
only little more than one pitch. This type of thread milling is eminently
suitable for threads running up close to a shoulder and for internal threads
generally. The cutter axis is usually parallel to the work axis, 110 tilting
being found necessary to accommodate the helix angle of the thread
being cut.